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[57] ABSTRACT 
A portable machine for the production of siding of al 

ternative cross sectional con?gurations from metallic 
stock, the siding of both con?gurations being of equal 
width and including butts adjacent their lower edges 
and marginal portions shaped for inter?tting engage 
ment with marginal portions of adjacent siding strips 
when the strips are laid. The strips of one con?gura 
tion have only the lower butt and the strips of the 
other con?guration have an additional intermediate 
butt. The machine includes a series of spaced pairs of 
upper and lower shafts, said shafts supporting opposed 
rollers having shaping elements for gradually shaping 
the lower butt and the marginal portions of the stock, 
and certain of said shafts additionally supporting 
mounting means intermediate said spaced pairs of 
upper and lower rolls for the support of readily attach 
able and detachable shaping elements for forming said 
intermediate butt when desired. Inasmuch as for the 
siding strips having the intermediate butt the stock 
must be of increased width, the rollers carrying the el 
ements for shaping one of the marginal portions of the 
stock are mounted for ready longitudinal adjustment 
on their shafts for conversion of the machine from the 
production of the single-butt siding strips to the pro 
duction of the double-butt siding strips and vice versa. 

8 Claims, 16 Drawing Figures 
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MOBILE MACHINE FOR PRODUCING METAL 
SIDING ' 

BACKGROUND OF THE INVENTION 

1. Field of the Invention ‘ 
The presentinvention relates to portable machines 

for employment at the job site for converting metal 
strip material, such as aluminum strip stock, into simu 
lated wooding siding. The simulated siding,>which may 
in some cases be employed over correspondingly 
shaped wooden siding and in other cases over wall 
surfaces of other types, is typi?ed by bevel 8-inch sid 
ing having a single butt and double 4-inch bevel siding 
additionally having an intermediate butt. In both types, 
the siding further includes marginal interlocking means 
for employment in the assembly or laying of the siding 
strips on a wall surface. 

2. Description of the Prior Art 
Portable machines for the production of siding simu 

lating wooden siding from metal strip stock have here 
tofore been developed, the machines in some instances 
being also convertible to produce siding of either the 
single-butt or multiple-butt type as desired for a partic 
ular job. Reference is made in this connection to patent 
to Knudson U.S. Pat. No. 3,791,185, issued Feb. 12, 
1974. The machine disclosed, which is of the portable 
type similarly as Applicant’s machine, employs ten sets 
of opposed strip-shaping rolls, the ?rst seven sets of 
said ten sets being of a form‘ to shape the marginal 
edges of the strip to define means for interlocking en 
gagement with adjacent strips when the siding is ap 
plied and also to provide a lower butt. The remaining 
three sets of rolls are of a character to form the inter 
mediate butt when that is desired. 

In order to convert the machine from the production 
of one type of siding to the other, the lower rolls ofthe 
?nal three sets of rolls are carried by a support struc 
ture which is movable between positions in which the 
lower rolls are in strip-shaping relationship with the 
upper rolls of the three sets and positions lowered 
therefrom. As will be understood when the lower rolls 
of the three sets are in strip-shaping relationship with 
the upper rolls of the sets, the intermediate butt will be 
formed and when the lower rolls are moved to inactive 
positions, the stip will pass therebetween without fur~ 
ther shaping operations being performed on it and a 
siding of the single-butt type will result. 
Another prior patent of interest in this connection is 

Beymer US. Pat. No. 3,788,115, issued Jan. 29, 1974. 
The patent also discloses a machine for forming siding 
from metal strip material, the siding being of either the 
single or double-butt type. The machine of the patent 
has a ?rst series of opposed shaping rolls for forming 
the interlocking marginal portions of the siding and the 
lower butt. The machine additionally includes an ex 
tension supporting three sets of shaping rolls for form 
ing the intermediate butt, when that is desired, the 
extension being swingable between operative and inop 
erative positions. As a result, when the extension is in 
its operative position, double-butt sliding is produced, 
and when in its inoperative position, single~butt siding 
is produced. ~ 1 > 

In both'of the above prior patented constructions, the 
width or span of the siding strip will necessarily be 
reduced when the double-butt type of siding is being 
made as the ‘additional butt, the butt normally being 1/2 
inch in width, will reduce the total ‘width of the siding 

10 

15 

20 

25 

30 

35 

40 

strip by approximately that amount. Thus, if the ma 
chine of either of the above patents is set up to produce 
single-butt siding of the standard exposed width of 8 
inches, when converted to provide the double-butt 
siding the exposed width will be only approximately 7 
1/2 inches or 3 3/1 inches for each simulated siding strip 
which would normally be 4 inches in width. A further 
disadvantage of the patented machines is that the rolls 
which are employed to form the interlocking portions 
on the marginal edges of the strip material for both the 
single-butt and double-butt sidings are limited to the 
?rst group of shaping rollers whereby a more desirable 
gradual shaping of the metal of the strip margins, which 
would result if all of the sets of rolls were involved, 
cannot be obtained. 

SUMMARY OF THE INVENTION 

The principal object of the instant invention is the 
provision of a portable machine for the shaping of 
metallic strip stock into siding strips or the like of either 
of alternate transverse cross sectional con?gurations 
with the widths of the strips adapted for exposure being 
at least substantially the same in both instances. 
Another object of the invention is the provision of a 

machine attaining the foregoing object in which the 
change-over of the machine for converting it from the 
production of one type of siding strip to the other may 
be made with a minimum of down time. 
A further object of the invention is the provision of a 

machine for the production of simulated siding strips 
having marginal strip interlocking means and having a 
single or both a single and intermediate butt, as desired, 
.the machine including a plurality of sets or pairs of 
opposed strip-shaping means to form the lower butt 
and said marginal strip interlocking means and certain 
of said pairs of opposed strip-shaping means including 
readily attachable and detachable means for forming 
the intermediate butt when that is desired. 

In the preferred embodiment of the instant invention, 
the machine includes an elongated frame structure 

. carrying bearings for rotatably supporting the shafts of 
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a plurality, preferably ten, pairs of opposed strip-shap 
ing means. The machine also includes frame members 
projecting upwardly from the main frame structure for 
the support of a coil of the strip material to be shaped, 
the coil being positioned adjacent the strip entry end of 
the machine (hereinafter referred to as the “forward 
end”). Additional frame members at the forward end 
support bearings for the shaft of a conventional strip 
bending roller for removing the coil set from the strip 
stock. The strip stock material is adapted to be drawn 
from the coil thereof and to be passed partially around 
the bending roll and thereafter to enter the machine 
between spaced guide means, at least one of which, 
namely the guide means for the edge of the strip stock 
which will de?ne the upper edge of the shaped strips, is 
adjustable relatively to the other to accomodate differ 
ent widths of the strip material. 
The strip-shaping means comprises the ten pairs or 

sets of horizontal shafts carrying rollers for the conver 
sion of a ?at strip of material into a strip having a lon 
gitudinally-extending butt in one marginal portion 
(hereinafter referred to as the “lower marginal por 
tion”) and means for forming interlocking connections 
with similar strips when the strips are laid, in both the 
lower and the opposite or upper marginal portions. 
Certain of the pairs or sets of shafts are additionally 
provided with hub means intermediate the edge-shap 
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ing rollers, the hub means being adapted to support 
readily attachable and detachable rim members for the 
formation of the intermediate butt, when that is de 
sired. The frame elements of the machine additionally 
include longitudinally-extending members having 
means for the support of the rim members in inopera— 
tive positions when the latter are detached from their 
hubs. 
The rollers for forming the marginal con?guration of 

the strip opposite to that in which the butt is formed 
(hereinafter referred to as the “upper marginal con?g 
uration”) are mounted for adjustment on their shafts 
between ?rst positions in which they are all spaced a 
given distance from the rollers which form the lower 
butt and second positions in which such spacing is 
adjusted in varying amounts. 

In the operation of the machine for the production of 
simulated single-butt siding, the rollers for forming the 
upper marginal con?guration of the siding strip are 
adjusted to their ?rst position on their shafts, the rim 
members of the intermediate rolls are removed from 
their hubs and supported in their inoperative positions 
and the adjustable guide means at the forward end of 
the machine is adjusted to accomodate the width of the 
strip material required. The sets of rolls are then driven 
and the strip stock fed into the machine for gradual 
shaping by the shaping rolls to the required cross sec 
tional con?guration. For the conversion of the machine 
to produce siding including an intermediate butt, the 
rollers for forming the upper marginal con?guration 
are adjusted to their second positions, the rim members 
of the intermediate rolls are removed from their inop 
erative positions and replaced on their hubs and the 
adjustable guide means is adjusted for the accom 
modation of the greater width of material required. 

DESCRIPTION OF THE DRAWINGS 

FIG. 1 is a side elevational view of the machine of the 
instant invention with various framing and supporting 
elements omitted for clearness of illustration; 
FIG. 2 is a sectional view taken on the line 2——2 of 

FIG. 1 and looking in the direction indicated by the 
arrows and with parts broken away; 
FIG. 3 is a sectional view on an enlarged scale taken 

on the line 3—3 of FIG. 1 and looking in the direction 
indicated by the arrows, but with framing elements 
omitted, the view illustrating the position of certain of 
the parts in the production of siding of one cross sec 
tional con?guration; 
FIG. 3A is a view corresponding to FIG. 3, but illus 

trating the position of said certain of the parts for the 
production of siding of a second cross sectional con?g 
uration; 
FIG. 4 is a plan view of a spacer element as employed 

for the adjustment of the positions of certain of the 
shaping elements in the conversion of the machine 
from the production of siding of one cross sectional 
con?guration to the other; 
FIG. 5 is a detail view with parts in section and on an 

enlarged scale, illustrating the manner of employment 
of a spacer of FIG. 4 in a selected location and the 
means for removably retaining it in such location; and 
FIGS. 6A-6J inclusive are views showing the cross 

sectional con?gurations of the strip stock following its 
passage between successive pairs of shaping elements 
to produce siding elements of one cross sectional con 
?guration. 
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Referring now to the drawings and, more particularly 

to ‘FIGS. 1 and 2, the machine in which the features of 
the present invention are incorporated includes a gen 
erally rectangular frame structure 10 including spaced 
upper rails 11 and spaced lower rails 12, the upper rails 
being connected by a plurality of cross rails 13, one of 
said cross rails being shown in FIG. 2, and the lower 
rails being connected by a plurality of cross rails 14, 
one of said rails also being shown in FIG. 2. The upper 
and lower rails are supported in vertically spaced rela 
tionship by members 15 at the four corners of the 
frame structure. As shown, the rails and vertical mem 
bers are preferably angle irons and are secured to 
gether as by welding. In addition, top, bottom and side 
cover plates (not shown) may be employed, if desired, 
the cover plates being secured to the frame structure to 
form a housing for the machine. 
The frame structure additionally includes vertically 

extending members 20 connecting the upper and lower 
rails on each side of the machine, the members 20 
carrying bearings for the ends of the shafts of a plurality 
of sets, namely sets or pairs A-J (see FIG. 1), of op 
posed shaping elements for converting the strip stock 
into either one of two desired cross sectional con?gura 
tions. As is conventional, the bearings for the shafts of 
either the upper or lower shaping elements of each set 
may be made adjustable relatively to the bearings for 
the other shaping elements of the set by any suitable 
means (not shown) to permit the selection of the spac 
ing between the shaping elements of each pair to ac 
comodate strip material of different thicknesses. 

Posts or uprights 21 project upwardly from the frame 
structure adjacent the forward end of the machine for 
the support of a reel 22 which in turn supports a coil of 
the sheet metal strip material which is to be converted 
into the simulated siding strips. The reel 22 is mounted 
on a shaft 23, the ends of which are received in bearing 
notches 74 of the uprights 21. A conventional bending 
roller 25 is supported outwardly of the forward end of 
the machine in bearings 26 carried by outwardly 
extending frame elements 27, the bending roll being 
adapted to remove the coil set normally found in the 
metallic strip material upon its being unwound from the 
coil. 
An electric motor 30 for driving the shafts of the 

several sets of shaping elements is mounted on a base 
41 carried by the frame structure in an elevated posi 
tion at the forward end of the machine, as illustrated in 
FIG. 1. The motor is employed to drive the shafts of the 
shaping elements by means of a sprocket and chain 
combination including an endless chain 31 leading 
from a sprocket (not shown) carried by the motor shaft 
(not shown) to a sprocket 32 supported for rotation 
adjacent the rear end of the machine and thence in a 
counterclockwise direction partially around a sprocket 

_ 33 carried by the shaft 34 of the upper one of the set J 
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of shaping elements for producing a ?nal cross sec 
tional con?guration to the strip, thence in a clockwise 
direction partially around a sprocket (not shown) car 
ried by the shaft 35 supporting the lower shaping ele 
ment of said set and thence similarly'partially around 
sprockets corresponding to sprockets 33 carried by the 
shafts of the upper and lower shaping elements of the 
remaining sets I to A inclusive, only the sprockets on 
the shafts of the upper shaping elements being shown. 
Motor 30, when energized, drives the shafts for the 

upper and lower shaping elements in counterclockwise 
and clockwise directions respectively as indicated by 



3,931,725 
5 

the arrows (see FIG. 1). Energization of the motor is 
under the control of a switch (not shown) suitably 
mounted on the frame structure adjacent the rear end 
of the machine. 
The machine as described to this point is, for the 

most part, generally of conventional type. An addi 
tional feature which is also of basically conventional 
type is the provision of means for guiding the strip 
material as it leaves bending roller 25 and enters the 
machine. The guiding means, as disclosed, includes 
(see FIG. 2) spaced angle members 29 and 36 with 
their vertical ?anges projecting upwardly and with their 
horizontal ?anges resting on support bars 37, the bars 
spanning the width of the machine and having their 
ends secured as by welding to the frame structure. The 
spaced angle members 36 and 29 are affixed as by 
welding to the ends of threaded elements 38 and 39 
respectively, the elements penetrating openings in 
frame elements of the machine. The angle members are 
adjusted to the desired positions and maintained 
therein by pairs of nuts 42, one of each pair serving as 
a lock nut. The ability to adjust the spacing of angle 
member 36 relatively to angle member 29 is of particu 
lar importance in the machine of the instant invention, 
as will later become apparent. 
Referring particularly to FIGS. 1, 2 and 6A-J inclu 

sive, the shaping elements supported by the successive 
pairs of opposed shafts will now be described. It will be 
understood that FIGS. 1 and 2 disclose the machine set 
up to produce the siding strips with the intermediate 
butt as well as a lower butt. The changes required to 
convert the machine to the manufacture of single-butt 
siding will be explained hereinafter. The shafts of the 
?rst set A carry cooperating rollers 43 contoured to 
impart the initial shape as shown in FIG. 6A to the 
marginal portion of the strip which will include the 
lower butt and a pair of co-operating rollers 44, only 
one of the rollers being shown in FIG. 2, which are 
contoured to impart the initial shape to the marginal 
portions of the strip de?ning the upper marginal por 
tion of the siding strip. For convenience, it will be as 
sumed that one is observing the machine from the for 
ward or sheet stock entry end thereof, and such pairs 
will be referred to respectively as the right- and left 
hand pairs. As is conventional, one of the rollers, suit 
ably the upper roller, of pair 44 includes a series of 
punches 45 and the lower roll of the pair includes a 
groove (not shown) to receive the punches, the 
punches being employed for forming nail holes in the 
upper marginal portion of the siding strip. The upper 
roll of the right-hand pair similarly has one or more 
punches 46 and the lower roll of the pair has a groove 
(not shown) to receive the punch or punches, the 
punches being positioned to form spaced breather or 
drain holes in the lower butt of the siding strip. The 
shafts of the set also support a pair of intermediate rolls 
47 of ?at edge contour whereby they will not affect the 
shape of the strip material, the upper roll 47 of the pair, 
the only one shown, supporting one or more punches 
48 and the lower roll of the pair being grooved to re 
ceive the punch or punches to form breather or drain 
holes in the intermediate butt when that is being 
formed. However, each punch 48 is supported for 
ready removability, as by having a threaded end re 
ceived in a correspondingly threaded socket in the roll, 
when the machine is to be converted from the produc 
tion of a double-butt siding to the production of single 
butt siding. 
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The rollers of each pair 43, 44 and 47 are secured in 

any suitable way in predetermined positions longitudi 
nally of their shafts and for rotation with their shafts. 
Preferably, the positioning means consists of collars 50 
and 51 for rollers 44, the collars being secured in pre 
determined positions on their shafts by set screws re 
ceived in threaded openings in the collars and adapted 
for securing contact with the shafts. Similar sets of 
collars 52—53 and 54—55 secured to the shafts by set 
screws are employed for the pairs of rolls 43 and 47 
respectively. For ensuring rotation of rollers with their 
shafts, each shaft is provided with a keyway extending 
longitudinally and suitably for the full length thereof, 
corresponding keyways in the rollers and collars sup 
ported by the shaft and keys received within the key 
ways. Such use of keyways and keys for causing rota 
tion of rollers with their shafts being well known, the 
keyways and keys have not been shown in the drawings. 
The positioning of the lefthand pair of rollers 44 longi 
tudinally of their shafts is also determined by spacer 
element 56 inserted between each collar 51 and its 
associated roller when the double-butt siding is being 
produced. The purpose for which the spacers are em 
ployed and speci?c features of the spacers will later be 
pointed out. 
The right- and left-hand roller pairs of the remaining 

sets of shaping means B to J inclusive, the rollers and 
associated elements where shown of the particular 
con?guration required for a particular set as in FIGS. 3 
and 3A, being assigned the same reference characters 
as employed for such rollers and elements of set A but 
with the set-designating letter added, are contoured to 
.form the successive shapes in the marginal portions of 
the strip material as illustrated in FIGS. 6B—J inclusive. 
However, the punching dies 45 and 46 are, of course, 
omitted. The manner in which the pairs of rollers are 
mounted on their respective shafts is suitably the same 
as that employed for the rollers of set A. 
The collars on the upper shafts 34 and the lower 

shafts 35 of the successive sets corresponding to collars 
. 51 are in general alignment longitudinally of the ma 
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chine. Similarly, the collars of each of the sets on the 
upper shafts 34 and the lower shafts 35 corresponding 
to collar 52 of set A are in general alignment, and the 
collars corresponding to collar 53 of set A are in gen 
eral alignment, longitudinally of the machine, any vari 
ation from exact alignment being due to minor varia 
tions in the widths and positioning of the rolls. Each 
shaft carries a spacer element corresponding, except as 
noted below, to spacer element 56 of set A and simi 
larly located. The spacer elements, however, are of 
varying thicknesses on certain of the shafts for pur 
poses hereinafter to be pointed out. As a result, the 
collars corresponding to collar 50 of set A will, in cer 
tain instances, be varyingly spaced from collars corre 
sponding to collar 51 in accordance with the variance 
in the thickness of the spacers as well as variations in 
the widths of the rollers. 
Referring now particularly to FIGS. 1, 3 and 3A, the 

pair of shafts for each of the shaping sets E to J inclu 
sive additionally support means for forming the inter 
mediate butt when the double-butt siding is to be pro 
duced. For this purpose, they are each provided with 
hub elements 60 (see particularly FIG. 3A) positioned 
intermediate the rolls for forming the marginal con?gu 
rations of the strip material. Hub elements 60 are main 
tained in their desired positions by collars correspond 
ing to collars 54 and 55 of set A, the collars being 
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secured in ?xed positions on their shafts by set screws 
(not shown) and being additionally keyed to their re— 
spective shafts for rotation therewith in the manner 
previously described for the collars 50-53. Also, the 
hub elements are in alignment longitudinally of the 
macine. The hub elements each include a hub 61 and 
an outwardly-extending annular ?ange portion 62, the 
hubs and annular ?anges of the upper and lower hub 
elements being in relatively reversed positions. The hub 
elements are adapted to support annular rim members 
63, designated 63J in FIGS. 3 and 3A, the rim members 
each having a central opening of a diameter substan 
tially equal to but slightly greater than the diameter of 
hub 61. For the production of the double-butt siding 
the rim members are positioned on the hubs and se 
cured in such positions by threaded studs 65 penetrat 
ing a plurality of bores in the rim members and 
threaded into associated threaded bores in the annular 
?ange portions 62. The rim members and the annular 
?ange portions of the successive sets are dimensioned 
and contoured to produce the successive intermediate 
shaping of the metal strip as disclosed in FIGS. 6E- J, 
the ?nal shaping operation producing the completed 
intermediate butt 57 as shown in FIGS. 3 and 6J . 
The machine additionally includes means for sup 

porting the rim elements 63 in inoperative positions out 
of contact with operating elements and with the strip 
material, but within the con?nes of the machine frame 
structure, when the single-butt siding is to be produced. 
The means for this purpose includes upper and lower 
bars 66 and 67 respectively, the bars extending longitu 
dinally of the length of the machine occupied by sets E 
to J of the shaping elements. Bar 66 is positioned above 
the shafts carrying the upper shaping elements and to 
the left, as viewed in FIGS. 3 and 3A, of the shaping 
elements for the intermediate butt, bar 67 is positioned 
between the upper and lower shafts and to the right of 
the shaping elements for the intermediate butt, as 
viewed in FIGS. 3 and 3A. The bars are supported in 
the above-stated positions by upwardly-extending verti 
cal elements 68 and downwardlyextending vertical 
elements 69 respectively, the ends of the vertical ele 
ments remote from the bars being secured as be weld 
ing to frame members of the machine. The upper bar 
66 is provided with tapped openings 58, there being 
one such opening in vertical alignment with each of the 
upper shafts of the sets E to J of the shaping elements. 
The lower support bar 67 is in the preferred embodi 
ment provided with a series of hooks 70, one being 
positioned in vertical alignment with each of the lower 
shafts of the sets E to .I of the shaping elements, the 
hooks being of a character to be received within one of 
the threaded bores of the rim member adapted to be 
mounted on the hub element of its associated shaft. For 
the shifting of the rim members from operative to inop 
erative positions, the studs 65 securing the upper rim 
members to their hub elements are removed and each 
rim member is positioned with one of its stud-receiving 
bores in alignment with a bore in support bar 66. Stud 
65 or a similar stud is then inserted in the bore of the 
rim member, but in a reversed position, and threaded 
into the bore of support bar 66. To shift the rim mem 
bers of the lower roller sets from operative to inopera 
tive positions, the studs 65 are similarly removed and 
each rim member is positioned on its hook 70, the 
latter projecting through one of the bores normally 
receiving the stud 65. The use of the stud as the secur 
ing means for the rim members of the upper shaping 
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8 
means in their inoperative positions rather than em 
ploying a hook constitutes a safety feature. As will be 
understood, if hooks of the type of hook 70 were to be 
employed for the support of the upper rim members in 
their inactive positions during the production of single 
butt ‘siding, any excessive vibration of the machine 
might well cause one or more of the rim members to 
fall off its associated hook and damage the siding being 
produced. On the other hand, if any of the rim mem 
bers of the lower shaping means should be jarred off its 
hook 70, it will cause no damage to the strip material. 
The hooks are preferred because of the ease and time 
saving involved in the mounting of the rim members 
thereon as compared to the employment of the studs. 
However, the stud-securing means, similarly as used for 
rim members of the upper shaping means, may be em 
ployed in place of the hooks if desired. 
Referring now particularly to FIGS. 3, 3A, 4 and 5, 

the construction and operation of the spacers 56 
mounted on the shafts for each of the pairs of shaping 
rollers 44 will be described. As is apparent, when the 
double-butt siding of FIG. 3 is to be produced, the strip 
material employed must be of a greater width than the 
strip material employed for the production of the sin 
gle-butt siding shown in FIG. 3A, the additional width 
being approximately equivalent to the depth of the 
intermediate butt. Also, particularly with respect to the 
sets of strip-shaping elements which include the means 
for forming the intermediate butt, the sets of rollers 44 
forming the marginal portion of the strip material op 
posite to that in which the lower butt is formed must be 
successively shifted until such rollers of the ?nal set J 
are in the position or substantially the position they 
would beyin for the formation of the single-butt siding. 
However, in actual practice it has been determined 

that due to spring-back characteristics of the metal 
employed, even the pair of rolls 44 of set J, which 
determine the ?nal con?guration of the upper marginal 
portion of the siding strip, must be spaced a somewhat 
greater distance from the pair of rolls 43 forming the 
lower marginal portion than is the case when single 
butt siding such as shown in FIG. 3A is being formed. 
Also, the spring-back characteristics of the metal re 
quire various of the spacers to be of a thickness other 
than that which would normally be considered correct. 
Speci?cally, in order to produce a double 4-inch siding, 
it has been determined that the thicknesses in inches of 
the spacers for the successive shaping sets should be as 
set forth below. 

Set A Sets B-E Set F Set G Set H Set I Set I 

0.340 0.450 0.365 0.345 0.205 0.]90 0.100 

As will be understood, because of the necessarily 
relatively small scale of the drawings, no attempt has 
been made to show the variations in thickness of the 
successive spacers in FIG. 2, nor are the spacers shown 
of the proper thicknesses relatively to associated parts 
in FIGS. 3 and 3A. 

Referring now particularly to FIGS. 4 and 5, the 
construction of the spacers and their manner of associ 
ation with and removal from the shafts of the shaping 
roller sets will be described. As illustrated in FIG. 4, 
each spacer 56 is of approximately horseshoe con?gu 
ration and is de?ned by a semicircular outer edge 71 
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and a slot 72' extending inwardly therefrom and termi 
nating in a semicircular end portion 73 forcontact 'with 
the shaft on which ‘the spacer is to be Ipositioned. The 
diameter of the semicircular end portion and the width 
of the slot are such as to readily but snugly receive the 
shafts of the shaping roll sets. The spacer is provided 
with a bore 74 having preferably a somewhat tapered 
or expanded mouth 75. I J . - 

- Each spaceris mounted on its associated shaft by 
positioning the slot in line with the shaft and then mov 
ing it in the direction of the shaft until the latter is 
contacted by end portion 73. The mounting of the 
spacer may be performed with the spacer in a horizon 
tal, vertical or any intermediate position, and after 
mounting, may be rotated to a position to bring bore 74 
into alignment with a spacer-securing means 76 carried 
by each of the collars 50 andSl for the pairs of rollers 
44A-J. For convenience of illustration, the spacers 
have been shown in horizontal positions in FIGS. 3 and 
3A. , 

Referring now to .FIG. 5, which is a detail viewgon an 
enlarged scalev‘withparts in section and other parts 
broken away,'the spacer 56 is illustrated positioned on 
the shaft for the upper roller 44 between the inner 
surface of the roller and collar 50. The preferred em 
bodiment of the spacer-securing means 76 is what is 
termed a “spring plunger” such as manufactured by the 
Vlier Engineering Corp. of Burbank, California. The 
spring plunger includes a threaded tubular element 77 
for reception in a correspondingly threaded opening in 
the collar and a threaded plug 78 received in a corre 
spondingly threaded outer rim portion of the tubular 
member. It also includes a ball 79 of a diameter to 
partially penetrate bore 74 and a compression spring 
80. The spring 80 is so selected that the force it exerts 
against ball 79 is suf?cient to maintain the ball in the 
somewhat expanded mouth 75 of the bore notwith 
standing the centrifugal forces created by the rotation 
of the shaft and any vibration or jarring to which the 
shaft is normally subjected during operation. On the 
other hand, when the spacer is to be removed, such 
removal may be readily obtained by forcing it off the 
shaft with a sliding movement of the spacer, the spring 
yielding to permit the ball to adjust its position as re 
quired for this operation. Similarly, the spacer is in 
stalled on the shaft by moving the roller into spaced 
relationship with collar 50 as shown in FIG. 5 and then 
sliding the spacer into the space between the collar and 
the roller until ball 79 overlies bore 70 at which time 
‘the ball will snap into the mouth 75 of the bore. 

In the operation of the machine for, for example, 
producing double four-inch siding with lower and inter 
mediate butts, each 1/2 inch in width, from strip stock, 
suitably aluminum strip, of a width of l1 3% inches, a 
coil of the strip stock is mounted on reel 22, angle 
member 36 of the guiding means is adjusted relatively 
to angle member 29 to accomodate the strip of the 
width being employed between their vertical ?anges, 
and the spacers 56 for the upper and lower shafts of 
each of the several sets of shaping elements are 
mounted on their shafts in the positions shown in FIG. 
2, namely between the collars 51 and the rollers 44. In 
addition, the rim members 63 of the shaping means for 
forming the intermediate butt in sets E to J inclusive 
are removed from their respective support bars 66 and 
67 and installed on their associated hubs 61 and studs 
65 or other studs inserted to maintain them in their 
operating positions. In addition, punch 48 is screwed 
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‘into its socket in roll 47. 
10 
Strip stock is then manually 

drawn from the roll thereof and passed around bending 
roll 25 and through the guide means. Motor 30 is then 

' started and the end of the strip is positioned in the nip 
between the ?rst set of shaping means A. The strip 
material is thereafter drawn through the machine by 
the rolls. It will be understood that suitable guiding and 
supporting means (not shown) for the strip for its initial 
introduction between the successive pairs of strip~shap 
ing sets may preferably be employed. Alternatively, the 
strip may be manually guided and supported. Upon 
continued operation of the machine, the strip material 
is converted from its original ?at condition through the 
several cross sectional contours disclosed in FIGS. 6A 
to 61 inclusive, and then tolthe ?nal cross sectional 
contour of FIG. 6.] . 
For the production of siding strips of the single-butt 

type having an exposure width of 8 inches, strip stock 
of a width of 10 1/; inches is preferably employed. To 
convert the machine from the production of the dou 
ble-butt ‘siding to the production of such single-butt 
siding, angle member 36 of the guide means is adjusted 

. inwardlyto accomodate the width of the stock between 
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its vertical ?ange and the vertical ?ange of angle mem 
ber 29. The spacers 56 are snapped off the shafts sup 
porting them and rollers 44 are slid inwardly on the 
shafts into contact with collars 51. The spacers are then 
replaced on the shafts, but between rollers 44 and the 
outer collars 50. Also, the rim elements 63 of the shap 
ing means for the intermediate butt at sets E to J inclu 
sive are removed from their hubs and supported in 
inoperative positions by the bars 66 and 67. In addition, 
the punch 48 is removed from roll 47. A roll of the strip 
stock is then positioned on reel 22 and fed into the 
machine as before. In operation, the sets of shaping 
elements will result in the same gradual formation of 
the shapes of the marginal portions of the sheet from 
that of FIG. 6A to that of FIG. 6,] as obtained in the 
production of the siding with the intermediate butt. 
However, the intermediate butt will not, of course, be 

. formed and the siding will have the cross sectional 
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con?guration as disclosed in FIG. 3A. 
It will be understood that the machine as described 

above may include additional features often employed 
in portable machines for the production of siding strips. 
For example, roller means for squaring the lower butt 
of the strip, particularly when the siding with both the 
lower and intermediate butts is being produced, may be 
supported for movement between operative and inop 
erative positions adjacent to but to the rear of the ?nal 
set I of the shaping elements. In addition, the machine 
may be provided with a preferably attachable and de 
tachable saw or a guillotine device for severing the 
completed siding strip material into the mitered lengths 
required. 

I claim: 
1. A machine for forming a strip of metallic stock 

into a siding strip of either a ?rst or a second cross 
sectional con?guration, with the siding strips of both 
con?gurations having ?rst and second marginal por 
tions, with the ?rst marginal portion shaped to de?ne a 
butt, and both marginal portions shaped to de?ne sid 
ing strip interconnecting means, and said siding strip of 
said second con?guration additionally having an inter 
mediate butt, said machine comprising a succession of 
pairs of opposed strip-shaping means, shafts supporting 
said strip-shaping means for rotation therewith, and 
means for rotating said shafts, said pairs of opposed 
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strip-shaping means each comprising ?rst and second 
spaced-apart roller means having shaping elements for 
forming said above-de?ned shapes of said ?rst and 
second marginal portions, and certain of said succes 
sion of pairs of opposed strip-shaping means each in 
cluding additional roller means having readily attach 
able and detachable shaping elements for forming, 
when attached, said intermediate butt. 

2. A machine as de?ned in claim 1 wherein there is 
means for adjusting the relative spacing of said ?rst and 
second spaced-apart roller means in the conversion of 
said machine from the production of siding elements of 
one of said ?rst and second cross sectional con?gura 
tions to the other. 

3. A machine as de?ned in claim 2 wherein said 
means for adjusting the relative spacing of said ?rst and 
second spaced-apart roller means comprises means 
mounting said roller means having shaping means for 
forming one of said ?rst or second marginal portions 
for longitudinal adjustment relatively to the other on 
the shafts supporting said spaced-apart roller means. 

4. A machine as de?ned in claim 3 wherein said 
means for mounting said roller means for longitudinal 
adjustment on their shafts comprises spaced collar 
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means secured to said shafts on opposite sides of said 
roller means for determing the limits of adjustment of 
said roller means on their shafts, spacer means adapted 
for insertion into selected positions between either side 
of said roller means and said collar means, and means 
for releasably securing said spacer means in said se 
lected positions. 

5. A machine as de?ned in claim 1 wherein there is 
means within said machine for supporting said readily 
attachable and detachable shaping elements in inopera 
tive positions when detached. 

6. A machine as de?ned in claim 1 wherein said 
additional roller means comprise hub portions and said 
shaping elements comprise rim members for secure 
ment to and removal from said hub portions. 

7. A machine as de?ned in claim 6 wherein there is 
means for supporting said rim members in inoperative 
positions when detached from said hub portions. 

8. A machine as de?ned in claim 7 wherein said 
means for supporting said rim members in inoperative 
positions comprises rails extending longitudinally of 
said machine and there is means for supporting said rim 
members from said rails. 

* >|< * * * 


